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(54) Ink separation device for printing press Ink feed control 



(57) An ink separation device for a printing press ink 
feed control having a device for printing a color chart 
having randomly distributed color patches, and record- 
ing the cyan, magenta, yellow and black ink dot sizes 
(CMYK) for each color patch, a device for measuring the 
red, green, blue and infrared reflection value (RGBI) 
from each color patch, and recording the RGBI value for 
each of the color patches, a device for defining a trans- 
fer function which maps a four-dimensional RGBI vector 
into a four-dimensional CMYK vector, a device for form- 
ing RGBI measurements over a reference copy, and 
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transferring each of the RGBI measurements into the 
corresponding CMYK ink dot size value, a device for 
forming RGBI measurements over a production copy, 
and transferring each of the RGBI measurements into 
the corresponding CMYK ink dot Size value, a device for 
forming the dot size ratio between the production copy 
and the reference copy to form the ink volume ratio 
between the reference and production copies and a 
device for adjusting and ink feed rate of the press. 
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Description 

BACKGROUND OF THE INVENTION 

5 The present invention relates to control systems for a printing press. 

The mainstream of color printing encompasses the use of four printing inks (cyan, magenta, yellow and black). 
These inks are printed on paper one at a time to form a four color image. The printer will also print a series of single ink 
control targets in the page margin to aid in the control of the ink feed rate. Densitometers are commonly used to meas- 
ure the cyan, magenta, yellow and visual densities from these areas. Conversions may exist to convert these con-e- 
ft? sponding density values to estimates of the ink present. However, when measurements are taken from a single ink 
control target, image quality cannot be inferred since differences in dot gain will not contribute to the solid ink densities 
measured by such a device. Other image quality variances caused by press behaviors such as ghosting, will not be 
detected in the densities measured from the control target. In addition, it is undesirable to use a control target due to 
the extra paper required for its printing and the effort needed to remove it from the final product. 

15 Color monitor systems exist that measure the image area, where multiple inks are present. These systems use 
three channel sensors such as a color camera. These systems generally provide an overall score indicating the quality 
of color match between reference and production copies. The quality of match is generally presented as the difference 
in sensor space of red, green, blue or cyan, magenta and yellow between these two copies. When an operator is pre- 
sented with this information, human judgment is involved in translating this information to the control of a specific ink on 

20 the printing press. Automated translations from the color difference to the ink content do not exist. This occurs because 
the working range of the device is limited to the visible region of the spectrum where the black ink and three color proc- 
ess black are indistinguishable. Since the relationship between the color separation and the quantity of ink being printed 
is not known, systems of this type provide little aid to the operator for control purposes. Monitor systems such as this 
do not provide closed loop color control. 

25 The technology used in prepress color separation cannot be used in color control of a printing press. In a prepress 
color separation, an original image is scanned with a three channel color sensor providing reflection values in the red, 
green and blue spectral regions. The color separation process also determines the amount of cyan, magenta and yel- 
low ink that would be needed to reproduce this original image on a printing press. Knowing that the combinations of 
these three inks ideally produce black, an algorithm in the color separation system will substitute black for the three inks 

30 of cyan, magenta and yellow This process is usually called Gray Component Removal (GCR). The magnitude of each 
of the three inks that are subtracted as black is added varies depending on the impurities in the process inks. There are 
therefore many different combinations of cyan, magenta, yellow and black that can be used to reproduce the original. 
The task of this prepress color separation is to find one of the color combinations that will reproduce the original image. 
This can be accomplished by operator preference or other factors. The output of the process does not imply the amount 

35 of ink (if any) used on the original scanned image, nor does it imply the amount of ink that has been applied to the paper 
in an actual printing condition. 

Since three channel sensors have posed a problem in determining the quantity of four inks on a printed page, some 
have devised a four channel sensor in anticipation of overcoming the problem. U.S. Patent 3,376,426 to Frommer 
(1968) discloses a density monitor system which includes an infrared sensor for detecting the presence of black ink and 

40 a linear 4-by-4 subtractive suppression matrix for reducing a secondary affect caused by the impurities of the inks. It is 
suggested by Frommer that the linear matrix is adjusted for a correct response at one maximum level of density. Since 
neither the dot gain, the trapping nor the relation between the ink volume and the light reflectance is in a linear form, 
the output of Frommer's suppression matrix does not represent the amount of ink present on the paper, nor is it his 
intention. When one or more color inks are mixed with the black ink, the output of this suppression matrix for color inks 

45 will exhibit a large degree of error. This large error can cause an ink control system to make adjustments to inks which 
are not requiring adjustment, or to move inks in the wrong direction, resulting in an unstable system. For this reason, 
Frommer's system cannot be used to control a printing process in a stable and accurate manner, nor preset the printing 
press based on a given reference. 

U.S. Patent 4,649,502 to Keller (1 987) discloses a demask process to determine the surface coverage for each ink 

so by solving extended Neugebauer equations iterative ly. The extended Neugebauer equations used in Keller's processing 
are pure stochastic models which give no consideration to dot gain (called "point increment" by Keller) and trapping fac- 
tors for different dot sizes. Thus. Neugebauer equations become less accurate, especially when the dot see of one or 
more inks is in the vicinity of 50 percent, or one ink has a low dot size while the other three inks have high dot sizes. 
Therefore. Keller's process must further include weighting matrices G1 and G3 to compensate for errors caused by the 

55 dot gain and the over-printed colors, respectively. However, these two compensation functions are only used for assign- 
ing lower weighting factors to data with lower confidence levels, but not for eliminating the existing errors. Thus, the error 
produced by the demask process will propagate into the ink feed rate calculation step making the color adjustment 
processing less accurate. Furthermore, Neugebauer equations describe light reflectance as a function of the ink cov- 
erage values, which are independent variables in Neugebauer equations. There is no easy way to reverse the Neuge- 
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bauer equations so those ink coverage values, which we want to know, can be described explicitly as dependent 
variables. To find these surface coverage values, a long and complicated iterative process has to be used to solve these 
multi-variable non-linear simultaneous equations. This process is very time consuming and has to be performed for a 
large number of measurement elements. This process is also risky since the coefficient matrices of these equations 
s may be singular or ill-conditioned for certain reflectance combinations resulting a very poor solution, or none at all. 

In order to adjust the color of currently printing copies on the press so they look substantially like a reference, infor- 
mation should be known about the ink content of the reference and that of the currently printed copy. Adjustments could 
then be made in the ink feed rate based on this difference. An ink separation process is able to take the sensor data 
presented when viewing an area with multiple inks and convert it into actual ink content on the page. 

10 

SUMMARY QF THE INVENTION 

The present invention relates to an ink separation device for a printing press. 

The device comprises, means for printing a color chart having randomly distributed color patches, and recording 
is the cyan, magenta, yellow and black ink dot sees (CMYK) for each color patch, means for measuring the red, green, 
blue and infrared reflection value (RGBI) from each color patch, and recording the RGBI value for each of the color 
patches, means for defining a transfer function which maps a four-dimensional RGBI vector into a four-dimensional 
CMYK vector, means for forming RGBI measurements over a reference copy, and transferring each of the RGBI meas- 
urements into the corresponding CMYK ink dot size value, means for forming RGBI measurements over a production 
20 copy, and transferring each of the RGBI measurements into the corresponding CMYK ink dot size value, and means for 
forming the dot size ratio between the production copy and the reference copy to form the ink volume ratio between the 
reference and production copies. 

A principle feature of the present invention is the provision of an improved ink separation process which accurately 
indicates the amount of each process ink presented on a four color print so that the ink feed rate to a printing press can 
25 be adjusted accurately without the need of a printed color control target. 

Another feature of the present invention is the provision of an ink separation process which explicitly indicates the 
amount of each process ink presented on a printed sheet without the need of solving multi-variable non-linear simulta- 
neous equations. 

Another feature of the present invention is the provision of an ink separation process which utilizes a set of murti- 
30 variable polynomials with many terms being pre-calculated to increase the processing speed. 

Yet another feature of the present invention is the provision of an ink separation process which contains enough 
color reproduction related factors to accurately indicate the actual ink distribution on a printed sheet without the need 
of additional complicated weighting compensations. 

Still another feature of the present invention is the provision of an ink separation process which eliminates the sec- 
35 ondary affect caused by the impurity of the printing inks and accurately indicates the amount of each ink on a printed 
sheet. 

A further feature of the present invention is to provide a procedure for developing a set of empirical ink separation 
formulas based on the actual printing characteristics presented by a color test form. 

Yet another feature of the present invention is the provision of a color test form which is easy to print and less sen- 
40 sitive to ink starvation. 

Still another feature of the present invention is that the distribution of each of the process inks over a printed copy 
can be determined by first dividing this printed copy into a plurality of small areas, then measuring the light reflection 
from each of these areas and finally applying the ink separation process to each of the small areas. 

A further feature of the present invention is to provide a method to determine the amount of each ink presented on 
45 a reference copy. 

Yet another feature of the present invention is to provide a method of presetting a printing press based on a refer- 
ence copy. 

A further feature of the present invention is to provide a method to determine the amount of each ink presented on 
a production copy. 

so Yet another feature of the present invention is to provide a method for ink feed rate adjustment based on an ink vol- 
ume ratio between the production and the reference copies. 

Further features will become more fully apparent in the following description of the embodiments of the invention, 
and from the appended claims. 

55 DESCRIPTION OF THE DRAWINGS 

In the drawings: 

FIG. 1 is a block diagram of a control system for a printing press of the present invention; 
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FIG. 2 is a diagrammatic view of the system of FIG. 1 ; 
FIG. 3 is a block diagram of the control system ol FIG. 1 ; 

FIG. 4 is a diagrammatic view of a camera or sensor for the control system of the present invention; 
FIG. 5 is a diagrammatic view of another embodiment of the camera or sensor for the control system for the present 
5 invention, 

FIG. 6 is a diagrammatic view of a further embodiment of a camera or sensor for the control system of the present 
invention; 

FIG. 7 is a chart plotting the normalized percentage of IR Reflection against the percentage Dot Area in a printed 
sheet; 

w FIG. 8 is a diagrammatic view of a spectrum of electromagnetic waves including the visible spectrum and the infra- 
red spectrum; 

FIG. 9 is a diagrammatic view of set of elements for a sensor space and ink space; 

FIG. 10 is a block diagram of the sensor space and ink space in conjunction with the control system of the present 
invention; 

is FIG. 1 1 is a block diagram of the control system for adjusting the printing press; 

FIG. 12 is a diagrammatic view of a production copy being misaligned with a reference copy; and 

FIG. 13 is a graphic representation of a color test form with color patches arranged in a random manner. 

DESCRIPTION OF THE PREFERRED EMBODIMENTS 

20 

Referring now to FIG. 1, there is shown a control system generally designated 10 for a printing press 11 of the 
present invention. 

The control system 10 has a 4 channel sensor 21 , a data converter 23 for processing information from the sensor 
21, and a device 25 for controlling the ink feed rate for the press 1 1. As will be seen below, the 4 channel sensor 21 

25 detects the energy reflected from a paper surface, such as the paper web for the press 11 , in both the visible region and 
the infrared region of the electromagnetic spectrum. As shown in FIG. 8, electromagnetic waves in the infrared region 
have a longer wave length than the visible spectrum, with the wave lengths of the electromagnetic waves in the region 
of visible light being approximately 400 to 700 nanometers (nm), and the wave lengths of the electromagnetic waves in 
the infrared region, including near infrared, being equal to or greater than 800 nm. 

30 As show in FIG. 2, the control system 1 0 has a support 1 2 for placement of a sheet of paper 1 4 with image or indicia 
16 on the sheet 14 in a configuration beneath a pair of opposed lights 18 and 20 for illuminating the sheet 14, The sys- 
tem 10 has a first color video camera or sensor 22 having three channels for detecting attributes of the inks from the 
sheet 14 in the visible region of the electromagnetic spectrum such as red, green and blue, or cyan, magenta, and yel- 
low, and for sending the sensed information over separate lines or leads 24, 26, and 28 to a suitable digital computer 

35 30 or Central Processing unit having a randomly addressable memory (RAM) and a read only memory (ROM), with the 
computer or CPU 30 having a suitable display 32. Thus, the three distinct color attributes of the inks are sensed by the 
camera 22 from the sheet 14, and are received in the memory of the computer 30 for storage and processing in the 
computer 30. 

The system 10 also has a black/white second video camera or sensor 34 having a filter 50 such that it senses the 

40 attributes of the inks in the infrared region of the electromagnetic spectrum, having a wave length greater than the wave 
length of the electromagnetic waves in the visible region of light. The camera or sensor 34 thus senses infrared infor- 
mation from the sheet 14, and transmits the sensed information over a lead 36 to the computer 30, such that the infor- 
mation concerning the infrared rays is stored in and processed by the computer 30. 

The normalized percentage of infrared (IR) reflection vs. the percentage of dot area is show in the chart of FIG. 7. 

45 It will be seen that the infrared reflectance of cyan, magenta, and yellow inks show no significant change as a function 
of percentage of dot area. However, the normalized infrared reflectance of the black ink displays a significant change 
as a function of percentage of dot area, and changes from a normalized value of 100% IR reflection for 0% dot area to 
approximately 18% IR reflection corresponding to 100% dot area. Hence, the black ink may be easily sensed and dis- 
tinguished from other color inks in the infrared region of the electromagnetic waves. 

so As shown in FIG. 2, the sheet 14 may contain printed image or indicia 16 which is obtained from a current press 
run of the press 1 1 , termed a production or current copy. In addition, a sheet 38 containing printed image or indicia 40, 
termed a reference copy, from a previous reference press run may be placed on the support 12 beneath the cameras 
22 and 34 in order to sense the energy reflected from the sheet 38. and send the sensed information to the memory of 
the computer 30 for storage and processing in the computer 30, as will be described below. 

55 Thus, the cameras or sensors 22 and 34 may be used to sense both the current copy or sheet 1 4 and the reference 
copy or sheet 38. The information supplied by the cameras 22 and 34 is formed into digital information by a suitable 
analog to digital converter in a frame grabber board on the computer 30. Thus, the computer 30 operates on the digital 
information which is stored in its memory corresponding to the information sensed from the sheets 14 and 34 by the 
cameras or sensors 22 and 34. 
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Referring now to FIG. 3, there is shown a block diagram of the control system 10 for the printing press 1 1 of the 
present invention. As shown, the four inks (cyan, magenta, yellow, and black) of the four-color printing press 1 1 are first 
preset, after which a print is made by the press 1 1 with a current ink setting, thus producing a production or current 
printed copy, as shown. The color and black/white video cameras or sensors 22 and 34 of FIG. 2 serve as a four chan- 
5 nel sensor 21 to capture an image of the current printed copy, and then place this information into the memory of the 
computer 30 after it has been formed into digital information. 

Next, an "Ink Separation Process" 23 is used to convert the red, green, blue and IR images captured by the four 
channel sensor 21 into four separated cyan, magenta, yellow and black ink images, which represent the amount of cor- 
responding ink presented on the live copy. The "Ink Separation Precess" 23 may utilize mathematic formulas, data look 
io up tables or other suitable means to perform the data conversion task 

The similar processes are also applied to the reference copy. First, the four channel sensor 21 is used to capture 
the red, green, blue and IR images from the reference copy. Then, the "Ink Separation Process" 23 is utilized to obtain 
the cyan, magenta, yellow and black ink images, which represent the amount of corresponding ink presented on the 
reference copy. 

is As shown, the ink images of the production copy are compared with the ink images of the reference copy by the 
computer 30 to detect the variation of ink distribution for each of the cyan, magenta, yellow and black inks. 

The determined differences in ink distribution are then processed by the computer 30 in order to obtain an indica- 
tion for controlling the keys or other devices of the press 1 1 in an ink control process, and thus provide an indication of 
an ink adjustment to the press to obtain further copies which will have a closer match to the reference copy. The indi- 

20 cation of ink changes may be automatically supplied to the press 1 1 , or the operator may utilize the indications of ink 
color attributes to set the press 11, such as adjustments to ink input rate by using the keys. 

In the past, four process inks (cyan, magenta, yellow, and black) have been used on a printing press to produce 
copies with a gamut of colors. In these systems, the black ink has been used to generate not only the text but also the 
color image. In a control by image system, the print image of a production copy is compared with the printed image on 

25 a reference copy, termed a proof, and the press is adjusted based on the difference between the production image and 
the reference image. However, within the visible region, it is not possible to reliably distinguish the black ink from the 
process black made by the combination of cyan, magenta, and yellow inks, or whether the black ink or all cyan, 
magenta, and yellow inks should be adjusted. 

The four channel sensor 21 is utilized to sense not only attributes in three channels of the visible region, the fourth 

30 channel of the sensor 21 senses an attribute in the infrared region in order to determine the correct amount of inks, 
including black ink, to correctly reproduce the proof. The printing press control system uses the four channel detector 
or sensor 21 to detect the energy reflected from a paper surface, such as the sheets 14 and 38, or the paper web of the 
press 1 1 , with three channels being in the visible region and one channel being in the infrared region of the electromag- 
netic spectrum. The control system 10 has a device 23 for converting the output of the sensing device 21 to a set of 

35 variables which represent the amount of ink presented on the paper for any of the cyan, magenta, yellow, and black 
inks, and a device 25 responsive to the converting device 23 for adjusting the four-color printing press 1 1 to maintain 
the color consistency. 

In a preferred form, the bandwidth of the infrared channel may be between 800 nm and 1 100 nm, which is a portion 
of the near infrared region, and which is compatible with a regular silicon detector, although the working wavelength of 

40 the infrared channel may be longer than 1 100 nm. At least three distinct channels are utilized in the visible region which 
may correspond to red, green, and blue (RGB), or cyan, magenta, and yellow (CMY), or other colors. The bandwidth of 
each channel in the visible region may be less than 70 nm, more than 100 nm, or any value in between, with channels 
having a multiple peak in its passing band, such as magenta, being also included. 

The sensor device 21 may be constructed from either a single element detector, a one-dimensional (linear) detec- 

45 tor, a two-dimensional (area) detector, or other suitable detector structure, as will be seen below. The sensor device 
may be constructed by adding an additional infrared channel to existing devices, adding an infrared channel to a RGB 
color camera or a densitometer, or by extending the working band into the infrared region, e.g., adding infrared capa- 
bility to a spectrophotometer. The light source 18 and 20 used provides sufficient radiated energy in both the visible 
region and the infrared region, depending upon the sensor working band and sensitivity. 

so All possible values which are output from the sensor device 21 may be used to form a vector space. For example, 
all possible values output from the sensor device 21 with red, green, blue and infrared channels form a four dimensional 
vector space R-G-B-IR, with the vector space being termed a sensor space S 1 , with each output from the sensor device 
21 being termed a vector in the sensor space Si . with the minimum number of dimensions required by the sensor struc- 
ture being 4. Thus, as shown in FIG.9. a set Si of elements e^ and e 12 being given, with the elements e n of the set 

55 Si being the vectors ^ corresponding to the output from the sensor device 21 of sensing a production or current 
printed copy, and with the elements e 12 of the set being the vectors v 12 corresponding to the output from the sensor 
device 21 sensing a reference printed copy. In accordance with the present invention, the printed image on a production 
or current copy may be compared with the printed image on a reference copy in the sensor space, and if the difference 
between the live copy LC 8 and the reference copy R.C 8 is within a predefined tolerance level delta, at least for all the 
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channels in the visible region of the sensor space, such that. [LC. 8 - R.C.gFdelta, the production or current copy is said 
to be acceptable by definition. 

A set of variables may be defined to represent the amount of ink presented in a given area. For example, a set of 
variables C, M, Y. and K can be defined to represent or be a function of the amount of cyan, magenta, yellow, and black 

5 ink in a given area. This set of variables may correspond to the ink volume, average ink film thickness, dot size, or other 
quantities related to the amount of ink in a given area on the paper surface. The vector space formed by this set of var- 
iables is termed an ink space S^ with the ink space S2 having a dimension of 4 for a four color printing press 1 1 . Thus, 
with reference to FIG. 9, a set S2 of elements 6, i and d 12 are given, with the elements di 1 of the set being the vec- 
tors vji corresponding to the variables associated with the production or current copy in the ink space S2. and with the 

10 elements d 12 of the set S2 being the vectors v^ corresponding to the variables associated with the reference copy in 
the ink space s^ 

With reference to FIG. 9, there exists at least one transfer function or transformation phi which can map the ele- 
ments di t and d 12 of the set S2 or the four dimensional ink space, into the elements e-i ^ and e 12 of the set or the four 
dimensional sensor space, with the transformation phi being termed a forward transfer function, as shown in FIGs. 9 

15 and 10. It is noted that the subsets in each set Si and S 2 may overlap or may be the same. 

The forward transfer function may be used in a soft proof system which can generate a proof image which can be 
stored in the system as a reference or can be displayed on a CRT screen. 

With further reference to FIG. 9, there exists at least one transfer function or reverse transformation phi" 1 which can 
map the elements e^ and e 12 of the set Sj of the four dimensional sensor space into the elements of 6 V and d 12 of 

20 the set S2 of the four dimensional ink space, with the transfer function being termed a reverse transfer function. Thus, 
both the production image and the reference image in the sensor space or set Si can be mapped into the ink space or 
set S 2 by applying the reverse transfer function phi" 1 point by point as shown in FIGS. 9 and 10. 

The difference between the production image and the reference image in the ink space S 2 thus represents the dif- 
ference of the ink distribution for each of the cyan, magenta, yellow, and black inks, as shown in FIG. 1 1 . The difference 

25 between the live and reference images in the ink space S 2 indicates which printing unit should be adjusted, which direc- 
tion, up or down, it should be adjusted, and the amount of ink which should be adjusted. A suitable press control formula 
may be developed to adjust press parameters, such as ink feed rate in lithographic or letterpresses, ink consistency in 
f lexographic or gravure presses, water input rate in lithographic presses, or temperature in any of the above, based on 
the differences between the production and the reference image in the ink space S 2 . 

30 In accordance with the present invention, the press adjustments can be achieved by the automatic control system 
1 0, by press operator alone, or by the interaction between the automatic control system 1 0 and the press operator. Also, 
the sensor device 21 may be used to monitor the printing web of the press 1 1 directly, i.e., on press sensing, or to mon- 
itor the prints collected from the folder of the press, i.e.. off press sensing, if the digital images from the color separation 
processing, or the film/plate images are available, the image of the reference copy in the sensor device 21 can be gen- 

35 erated electronically by the forward transfer function phi. The electronically generated reference may be used to set up 
the press 1 1 in order to reduce the make ready time. 

The color reproduction quality can be maintained through the entire press run, through different press runs on dif- 
ferent presses, or at different times. Thus, a closed loop automatic color reproduction control system may be formed 
without an additional color control target. The variation of ink. paper, and other press parameters can be compensated 

40 such that the printed copies have the highest possible overall results in matching the reference copy. 

As shown in FIG. 4, the camera or sensor 22 may be associated with a rotating filter member 52 having filters which 
only transmit the desired colors F 1t F 2 , and F 3 , such as red, green, and blue during rotation, such that the camera or 
sensor 22 senses and records the colors Fi , F 2 , and F 3 . sequentially or separately from the printed material which may 
be taken either from the current press run or from the reference press run. In addition, the filter member 52 may have 

45 an infrared (IR) filter F 4 in order to sense and record the energy reflected form the printed material in the infrared region. 
The information received by the camera or sensor 22 from the filters may be recorded in the computer or CPU for use 
in forming the desired data to control the inks, as previously discussed. 

In another form as shown in FIG. 5, the camera or sensor 22 may comprise a charge coupled device (CCD) with 
built in filters which converts light energy reflected from the printed material into electric energy in a video camera, i.e. 

so F t , F 2 , F 3> and F 4 (IR). such as the distinct colors red, green, and blue in the visible region, and the near infrared energy 
in the infrared region, in order to supply the information to the computer 30 for storage and processing, as previously 
discussed. 

Another embodiment of the camera or sensor 22 of the present invention is illustrated in FIG. 6, in which like refer- 
ence numerals designate like parts. In this embodiment, the camera or sensor 22 has a beam splitter in order to sepa- 
55 rate the incoming light reflected from the printed material into an infrared beam for a first CCD 1 , F t such as red for a 
second CCD 2, F 2 such as green for a third CCD 3. and F 3 such as blue for a fourth CCD. In this embodiment, suitable 
prisms, lenses, or mirrors may be utilized to accomplish the beam splitting of light in order to obtain the desired color 
attributes in the various charge coupled devices to supply the information to the computer 30 for storage and processing 
in the computer 30. in a manner as previously described. Of course, any other suitable camera or sensing device may 
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be utilized to obtain the desired colors. 

Thus, a control system 10 for a printing press 11 is provided which ascertains three distinct attributes, such as 
colors, in the visible region of electromagnetic waves and an attribute in the infrared region of the electromagnetic spec* 
trum for the printed inks. The control system 1 0 utilizes these four attributes in a four channel device to indicate and con- 

5 trol the ink colors for use in the press 1 1 . 

Thus, the colors may be sensed from a sheet taken during a current press run, and from a sheet taken during a 
reference press run, after which the sensed information is utilized in order to modify ink settings of a press 1 1 in order 
to obtain repeatability of the same colors from the reference run to the current press run. In this manner, a consistent 
quality of colors may be maintained by the printing press 1 1 irrespective of the number of runs after the reference run 

w has been made, and may be continuously used during a press run if desired. 

It has been found difficult to determine the volume of each ink after multiple layers of ink have been superimposed 
on the paper. An ink separation process is able to determine the individual ink volumes to achieve an accurate feed rate 
control. The solution to this problem is set forth below. 

As shown in FIG 1 . the preferred embodiment of the present invention contains an optical sensor 21 to measure 

is the light reflection value from a printed sheet. The optical sensor 21 has four independent channels, including red, 
green, blue and near infrared (RGBI) channels. In this preferred embodiment, the sensor 21 is a four channel camera, 
which may be constructed by using a three-channel color camera 22 and a single channel black/white camera 34 as 
shown in FIG 2. Each camera channel consists of a two-dimensional Charge Coupled Device image sensor (CCD). A 
two-dimensional CCD consists of many rows and columns of sensing elements, which are normally called peels. When 

20 an image is formed on the surface of the CCD, the camera value obtained at each pixel location represents the amount 
of light reflected from the corresponding small area on sheet 14 in a particular wavelength region. Conventionally, the 
picture on sheet 14 is printed using a half-tone technology, which consists many tiny dots arranged in a grid pattern. 
The half-tone dot density is typically 85 to 100 dots per inch for newspaper and 130 - 200 dots per inch for commercial 
print. The half-tone dot to image pixel ratio should be selected between one to twenty halt-tone dots per pixel. Under 

25 this condition, the dot size of each of the process inks is considered to be consistent within any pixel boundary. 

In order to determine the ink distribution on a copy with a large printed area, the following measurement, separation 
and analysis procedure is used. First, divide this large printed area into many small measurement areas and measure 
the RGBI light reflection values from each of these small areas by using the four channel sensor. Then, apply a transfer 
function to map each set of RGBI measurements into a set of Cyan, Magenta, Yellow and Black (CMYK) dot size value. 

30 This transfer function is called the ink separation function. This ink separation function is applied to ail small areas in 
succession. Finally, the ink distribution over the entire printed area can be obtained by combining and analyzing the 
CMYK dot size values over all small areas. One important statistic is the cumulative ink zone dot size which is the sum- 
mation of all the dot sizes over a particular ink zone. For each ink zone, the averaged ink zone dot size can be calculated 
by dividing the cumulative ink zone dot size by the total pixel count within that ink zone. 

35 The above measurement, separation and analysis procedure can be applied to a reference copy. This produces an 
ink separation for the reference copy. Since a reference copy most likely conforms to the industrial standard under 
which the color separation function is developed, the CMYK dot size values obtained from a reference will indicate the 
film dot size and corresponding ink. By using the averaged ink zone dot size, the ink feed rate of each ink zone can be 
preset so that the product waste can be further reduced. Furthermore, this averaged ink zone dot size can also be 

40 obtained from digital images generated by the color separation process in the prepress room. Thus, the ink feed rate 
can be preset digitally without the need of making a film or a plate. 

The similar measurement, separation and analysis procedure can be applied to a production copy also. 
For each ink zone, a dot size ratio can be calculated by dividing the cumulative ink zone dot size of the production 
copy by the cumulative ink zone dot size of the reference. This dot size ratio between the production copy and the ref- 

45 erence copy represents the ink volume ratio between these two copies at the specified location. Therefore, this dot size 
ratio can be used to determine the ink feed rate adjustment. For example, if the dot size ratio between the production 
copy and the reference copy is 90%, an approximate 10% of ink feed rate increment is required by this ink zone. Based 
upon the output characteristics of the inker and the type of oscillation rollers used, the amount of adjustment on the ink 
feed rate regulation device, such as an ink key, can then be determined accordingly. 

so The above mentioned ink separation function can be developed from a color test form. Such a test form should con- 
tain enough color patches to show the characteristics of the color reproduction process. To show the color of each ink, 
single color patches should be included. To show the characteristics of the dot gain, individual ink patches with different 
dot sizes should be included. Multi-color over prints should also be included to show the trapping effect with respect to 
different ink combinations and dot sizes. The number of color patches included in a color test form typically is in a range 

55 from a hundred to ten thousand, depending upon the accuracy required and the computational power available. Print 
quality control targets should also be used to ensure that this color test form is printed according to an applicable indus- 
trial standard. The substrate of the color test form should be selected to closely represent the paper used for normal 
production. There are many ways to layout this color test form. For example, color patches with similar hues may be 
grouped together so that the color variations with respect dot size changes can be easily demonstrated. However, if the 
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dot size distribution is not even over the entire color test form, ink starvation and other uneven ink film thickness prob- 
lems may become more noticeable. To minimize the unevenness of the ink film thickness over the entire printed sheet, 
it is preferred that color patches are arranged in a random fashion to eliminate any noticeable features. FIQ. 13 shows 
a color test form with 435 randomly assigned color patches arranged in 29 columns and 15 rows. Control targets on top 

5 and surrounding the color patches are used for quality control purposes during printing. 

After this test form is printed based upon an applicable industrial standard, a four channel camera is used to cap- 
ture the charts image. The RGBI reflection values, represented by red. green, blue and infrared camera values, for each 
of the color patches are obtained and paired with their corresponding CMYK dot size to form a data list. The relationship 
between the RGB! reflection value and the CMYK dot size can be described either as a mathematical formula, a data 

w lookup table, or a combination of formula and data lookup table. Many regression and curve fitting methods can be used 
for such a purpose. 

The following preferred ink separation formulas comprise a set of multi-variable polynomials. 
* CDOT(r,g,b,lr)=d, 0 +Z( d M* r su g tu b uu lr vu ), 

p* 

MDOT(r,g,b.lr)=d 20 + £(g( 2/ x r 8zi g t2i b U2i tr v % 

^3 

YDOT(r.g,bJr) = d zo +£(cf 3l x r fi3 ' g' 3 ' b U2i lr v% ), and 



Pa 

KDOT(r,g t b,lr) = d 40 +£(d 4/ x r* 4i g Ui b u " lr v % 
/-1 

30 

where. 

CDOT{r.g,bJr), MDOT(r,g,b.lr), YDOT{r,g,b,lr) and KDOT{r,g,b,lr) are dot size for cyan, magenta, yellow and 
black inks, respectively, 

35 p vP&P% and p 4 are positive integers, and P^,P 2 and P 3 are normally greater than 16, 
^io» ^20> d$o> ^40« d\u &2b and cfo/are coefficients, 
s-ii>tu u ih and v m are integers and not equal to zero at the same time. 
S2hki> u 2b and v 2/ are integers and not equal to zero at the same time. 
S3bhh u 3b an d "3/ are integers and not equal to zero at the same time, and 

40 s 4/ , fa u 4/ , and v 4/ are integers and not equal to zero at the same time, and 

r,g,b and lr are either the measured reflection values for the red (R), green (G), blue (B) and infrared (I) spectrum, 
or functions of the measured reflection values for the red (R), green (G), blue (B) and infrared (I) spectrum, respec- 
tively. 

45 The following is an example of a set of separation formulas, which is developed by using a multi- variable linear 
regression process. 
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CDOT = - 433.17548673 

+ 2491.30328987 * (Log(Rcam)) 
5 - 1481.00711099 * (Log(Rcam)) A 2 

+ 240.09837541 • (Log(Rcam)) A 3 

- 13.91241061 ♦ (LogCRcam)^ 

+ 7836.93620476 ♦ (Log(Gcam)) 
10 -2824.13796044 * (Log(Gcam)) A 2 

+ 378.67959513 * (Log(Gcam)) A 3 

- 18.83326312 * (Log(Gcam)) A 4 

15 - 295.59911608 * (Log(Bcam)) 

+ 48.11993348 * (Log(Bcam)) A 2 

- 0.41936097 * (Log(Bcam)) A 4 

20 -8578.33708329 * (Log(ERcam)) 

+ 2618.11129503 • (Log(IRcam)) A 2 

- 404.00854644 * (Log(IRcam)) A 3 

25 



30 



35 



40 



45 



SO 
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+ 22.88802460 * (Log(IRcam)) A 4 

+ 292.14257318 * (Log(Rcam)) * (Log(Gcam)) 

+ 262.50449778 * (Log(Rcam)) * (Log(IRcam)) 

+ 305.82104547 * (Log(Gcam)) * (LogflRcam)) 

- 0.96894478 * (Log(Rcam)) * (Log(Bcam)) ♦ (Log(IRcam)) 

- 63.01416465 * (Log(Rcam)) * (Log(Gcam)) * (Log(ERcam)) 

+ 0.32429862 * (Log(Rcam)) * (Log(Gcam)) * (Log(Bcam)) * (Log(IRcam)). 

= -12334.31917052 

+14630.87291564 * (Log(Rcam)) 

- 5531.55322859 * (Log(Rcam)) A 2 
+ 749.90316256 * (Log(Rcam)) A 3 

- 7.79745086 * (Log(Rcam)) A 5 
+ 0.05858543 * (Log(Rcam)) A 7 

+ 7515.63313724 ♦ (Log(Gcam)) 

- 3566.86465954 * (Log(Gcam)) A 2 
+ 555.72344029 * (Log(Gcam)) A 3 

- 31.85438300 * (Log(Gcam)) A 4 

- 329.06023035 * (Log(Bcam)) 

- 427.79704317 * (Log(Bcam)) A 2 
+ 66.87777635 * (Log(Bcam)) A 3 



- 7973.82988660 * (Log(IRcam)) 

+ 2239.76697190 * (Log(IRcam)) A 2 

- 377.63525808 * (Log(IRcam)) A 3 
+ 22.81591892 * (Log(IRcam)) A 4 

+ 647.01442332 * (Log(Rcam)) * (Log(Gcam)) 

- 17.92388312 * (Log(Gcam)) A 2 * (Log(IRcam)) 
+ 901.93931832 * (Log(Bcam)) * (Log(IRcam)) 

- 102.06091 133 * (Log(Bcam)) A 2 * (Log(lRcam)) 

+ 11.70635047 * (Log(Gcam)) * (Log(Bcam)) * (Log(IRcam)) 

- 83.05549291 * (Log(Rcam)) * (Log(Gcam)) * (Log(IRcam)) 

- 0.67157246 * (Log(Rcam)) • (Log(Gcam)) * (Log(Bcam)) * (Log(IRcam)). 
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YDOT = 



-63036.63565327 



+ 916.77640921 

- 588.79835446 
+ 47.29849587 

+ 9953.03559260 
+ 2543.83493378 
+ 261.01788344 

- 1.13441058 



* (Log(Rcam)) 

* (Log(Rcam)) A 2 

* (LogCRcam)^ 

* (Log(Gcam)) 

* (Log(Gcam)) A 2 

* (Log(Gcam)) A 3 

* (Log(Gcam)) A 5 



+55977.29244680 * (Log(Bcam)) 
-24901.48375550 * (Log(Bcam)) A 2 
+ 5141.1 7380970 * (Log(Bcam)) A 3 
- 444.81776530 * (Log(Bcam)) A 4 
+ 1.48145507 ♦ (LogCBcam))^ 



+ 1555.00298597 

- 595.02012458 
+ 38.53305316 

+ 158.20315462 
+ 169.79371748 
+ 282.55365359 

- 844.99769889 
+ 104.41497912 

+ 166.71071444 

- 15.69614927 
+ .115.32357065 

- 6.73462248 



* (Log(IRcam)) 

* (Log(IRcam)) A 2 

* (Log(ERcam)) 

* (Log(Rcam)) * (Log(Bcam)) 

* (Log(Rcam)) * (Log(Gcam)) 

* (Log(Rcam)) * (Log(ER.cam)) 

* (Log(Bcam))* (Log(Gcam)) 

* (Log(Bcam)) * (Log(IRcam)) 

* (Log(Gcam)) * (Log(IRcam)) 

♦ (Log(IRcam)) ♦ (Log(Rcam)) A 2 

* (Log(Gcam)) * (Log(Bcam)) A 2 

• (Log(Rcam)) * (Log(Gcam)) * (Log(Bcam)) * (Log(IRcam)). 



KDOT= 390.5398046 



- 68.2371 1294 * (Log(IRcam)) 

- 7.8477893 * (Log(IRcam)) A 2 
+ 1.27058861 * (Log(IRcam)) A 3. 

+ 1.6835166 ♦ (Log(Rcam)) - 

+ 1 2878716 * (Log(Gcam)) 

- 0.96497856 * (Log(Bcam)) 



In these formulas. CDOT, MDOT, YDOT and KDOT are dot sizes of the process inks. Ream, Gcam, Beam and 
I Ream are camera values of each camera channel. A "Log" denotes the logarithm function. A "*" sign denotes the 
power function. For example. (Log(IRcam)) A 2 represents the square of the logarithm of the Infrared camera value. 

In each formula, a group of terms which depends upon only one variable (camera value) can be pre-calculated and 
implemented as a lookup table. For example, the following constant and four "Log(Rcam)" terms 
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- 433.17548673 

+ 2491.30328987 * (Log(Rcam)) 

- 1481.00711099* (Log(Rcam)) A 2 
+ 240.09837541 * (Log(Rcam)) A 3 

- 13.91241061 * (Log(Rcam)) A 4 



10 

in the CDOT formula, depend only upon red camera value. Therefore, it is convenient to calculate these terms sepa- 
rately for all possible red camera values beforehand, and store the results in a lookup table. By utilizing as many lookup 
tables as possible, the process time required to separate an image will be greatly reduced. 

Since the color test form contains enough color patches to represent many important characteristics of the printing 

is process, these ink separation formulas can accurately convert the red, green, blue and infrared camera values into the 
cyan, magenta, yellow and black ink dot size values. In these formulas, dot size values are explicitly expressed as 
dependent variables. Therefore, the need of solving murti -variable non-linear simultaneous equations has been com- 
pletely eliminated. Because many terms of these formulas are pre-calculated and implemented as lookup tables, time 
required to calculate these formulas is greatly reduced. 

20 The accuracy of the ink separation process and the ink feed rate adjustment highly depends upon the accuracy of 
light reflection values measured by the four channel sensors. Usually, the performance, such as accuracy, repeatability 
and resolution, of the sensing device is determined for non-functional reasons, such as cost of the sensor. To overcome 
difficulties caused by this type of possible hardware limitation, the following methods can be used to improve the ink 
feed rate control accuracy. 

25 It is very common that the reflectance of a dark shadow area on a commercial print is less than 1% (density> 2). 
To reliably measure such a shadow area, the signal to noise ratio of the four channel sensors should be greater than 
1000 : 1 or 60db. This is a very high requirement considering the cameras which are available in the market place at 
this time. Normally, when an 8-bit analog camera is used, the signal to noise ratio of the RGBI light reflection values 
which are provided to the ink separation is only about 1 00 : 1 , or 40db. Thus, the measurement from a dark shadow area 

30 becomes less reliable. To maintain the required ink feed rate adjustment accuracy, it is recommended that dark shadow 
areas having a heavy ink coverage should be masked out and therefore not contribute to the ratio if other lighter ink cov- 
erage areas are available within the same ink zone for ink control purpose. 

Alignment and synchronization among four camera channels are also very important. If any channel is not synchro- 
nized with other channels, separation error will occur. This type of error is more noticeable near sharp edges where the 

35 ink dot size changes rapidly. Fortunately, most printed images contain a lot of low spatial frequency features. Therefore, 
this type of edge effect in most situations is tolerable. If not. sharp edges where the ink dot size changes rapidly should 
be masked out from the corresponding ink image. 

The alignment between a production copy and a reference copy is also important. Sometimes, a production copy 
might be placed under the camera field of view in a position other than that occupied by a reference copy when its 

ao image was captured. The following method can be used to realign the production image with the reference image. First, 
define a plurality of object models in the reference image and record the position of each model in the reference image. 
Then, find the corresponding position of these object models in the production image. Image translation functions, such 
as a bi -linear translation function, can be defined to realign the production copy with the reference copy automatically. 
The foregoing detailed description has been given for clearness of understanding only, and no unnecessary limita- 

45 tions should be understood therefrom, as modifications will be obvious to those skilled in the art. 

Claims 

1 . An ink separation device for a printing press ink feed control, comprising: 

50 

means for printing a color chart having randomly distributed color patches, and recording cyan, magenta, yel- 
low and black ink dot sizes (CMYK) for each color patch; 

means for measuring the red, green, blue and infrared reflection value (RGBI) from each color patch, and 
recording the RGBI value for each of the color patches; 
55 means for defining a transfer function which maps a four-dimensional RGBI vector into four-dimensional CMYK 

vector; 

means for forming RGBI measurements over a reference copy, and transferring each of the RGBI measure- 
ments into the corresponding CMYK ink dot size value; 

means for forming RGBI measurements over a production copy, and transferring each of the RGBI measure- 
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ments into the corresponding CMYK ink dot size value; 

means for forming the dot size ratio between the production copy and the reference copy to form the ink volume 
ratio between the reference and production copies; and 
means for adjusting an ink feed rate of the press. 

5 

2. The device of claim 1 including means for masking out areas with heavy ink coverage if lighter ink coverage areas 
are available within the same ink zone. 

3. The device of claim 1 including means for masking out edges where the ink dot size changes rapidly. 

10 

4. The device of claim 1 including means for aligning the production image with the reference image. 

5. The device of claim 1 including means for presetting the ink feed rate. 

15 6. An ink separation device for a printing press ink feed control system, said printing press including a plurality of ink 
zones each of which has an adjustable ink feed rate, said ink separation device comprising: 

a four channel optical sensor for sensing light reflection value in red, green, blue and near infrared spectra! 
regions; 

20 means for measuring the distribution of light reflection values over a surface of a printed copy in the red, green, 

blue and near infrared spectral regions, said measuring means including means for dividing said surface into 
a plurality of small areas and means for obtaining a set of red, green, blue and near infrared reflection values 
from each of said small areas by using said four channel optical sensor; 

means for defining a transfer function which maps a set of red, green, blue and near infrared reflection values 
25 into a set of cyan, magenta, yellow and black ink dot size values; 

means for converting each set of the red, green, blue and near infrared reflection values acquired by said 
measuring means into a corresponding set of cyan, magenta, yellow and black dot sue values by using said 
transfer function over each of said small areas; 

means for forming a reference light reflection measurement by first using said measuring means over a refer- 
30 ence copy and then mapping said reference light reflection measurement into a reference dot size measure- 

ment by using said converting means; 

means for forming a production light reflection measurement by first using said measuring means over a pro- 
duction copy and then mapping said production light reflection measurement into a production dot size meas- 
urement by using said converting means; 
35 means for calculating an ink volume ratio between said production copy and said reference copy for each ink 

zone based upon said production dot size measurement and said reference dot size measurement; 
means for adjusting ink feed rate of the press based upon said ink volume ratio. 

7. The device of claim 6 wherein said four channel optical sensor is constructed by using a sensor structure selected 
40 from a group consisting of a single element detector, a one-dimensional linear detector and a two-dimensional area 

detector. 

8. The device of claim 6 wherein said dividing means is accomplished by using a two-dimensional CCD image sensor, 
and each of said small areas maps to a pixel of said CCD image sensor. 

45 

9. The device of claim 6 wherein the size of said small areas is approximately one to twenty times larger than the dis- 
tance between two adjacent ink dots on said printed copy 

10. The device of claim 6 wherein said defining means comprises a color chart with a plurality of color patches to rep- 
50 resent the color of the paper and each of the cyan, magenta, yellow and black inks, the dot gain, trapping between 

two or more different inks and other characteristics of the printing process. 

11. The device of claim 10 wherein said color patches are arranged in a random fashion to minimize the unevenness 
of the ink distribution. 

55 

12. The device of daim 10 wherein the number of said color patches included in said color chart is approximately in a 
range from one hundred to ten thousand. 

13. The device of claim 10 wherein said color chart includes a set of print quality control targets to enable said color 
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chart to be printed under an applicable industrial quality control standard. 

14. The device of claim 6 wherein said transfer function is in a direct and explicit form, wherein said cyan, magenta, 
yellow and black ink dot size values are given as dependent variables explicitly 

15. The device of claim 14 wherein said transfer function comprises a set of multi-variable polynomial formulas. 

16. The device of claim 15 wherein said multi-variable polynomial formulas use said set of red, green blue and near 
infrared reflection values as variables. 

17. The device of claim 15 wherein said multi-variable polynomial formulas use logarithms of said set of red, green, 
blue and near infrared camera values as variables. 

18. The device of claim 1 5 wherein a plurality of terms of said murti -variable polynomial formulas are pre-calculated and 
implemented as a set of look-up tables to speed the implementation of said transfer function. 

19. The device of claim 1 5 wherein said set of multi-variable polynomial formulas is developed by a multi-variable linear 
regression method. 

20. The device of claim 6 wherein said four channel optical sensor is a four channel video camera. 

21 . The device of claim 6 wherein said ink volume ratio for each ink zone is calculated by dividing a cumulative ink zone 
dot size of said production copy by a cumulative ink zone dot size of said reference copy on an ink-zone-by-ink- 
zone basis. 

22. An ink separation device for a four-color print, said print containing carbon particles in its black material, said ink 
separation device comprising: 

a four channel optical sensor for sensing reflected light in red, green, blue and near infrared spectral regions; 

means for measuring the distribution of the reflected light over the surface of said four-color print in the red, 

green, blue and near infrared spectral regions, said measuring means including means for dividing the surface 

of said four-color print into a plurality of small areas and means for obtaining a set of red, green, blue and near 

infrared reflection values from each of said small areas by using said four channel optical sensor; 

means for defining a transfer function which maps a set of red, green, blue and near infrared reflection values 

into a set of cyan, magenta, yellow and black ink dot size values, said transfer function compressing a set of 

multi-variable polynomials to describe said ink dot size values as dependent variables explicitly; 

means for converting each set of the red, green, blue and near infrared reflection values acquired by said 

measuring means into a corresponding set of cyan, magenta, yellow and black dot 

size values by using said transfer function over each of said smalt areas. 
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Fig. 1 
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Fig. 2 
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Fig. 4 
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Fig. 8 
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Fig. 9 
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Fig. 10 
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Fig. 12 
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